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USING A TEMPERATURE CALIBRATION SCALE
TO DETERMINE THE OPTIMAL PARAMETERS
OF FILAMENT PRINTING

Abstract. A variant of preliminary determination of the temperature range,
thickness and speed of 3D printing by filament on a temperature calibration scale (tester
«temperature towery) is proposed. A simple and visual way allows you to find out the
possibilities of materials that have not been used in the work before.

PeiHOK 3D-mieyaTu CTpEMUTENIBHO Pa3BUBAETCS M HApAIIMBAET CBOU
MOIIHOCTH, II09TOMY CIOPOC Ha IIOJMMEPHBIE MaTepHalbl B BUIE
HEMpPEePbIBHbIX HUTEW ((PUIIAMEHTOB) €XKErogHO BO3pacTaeT. bonbIIMHCTBO
pacxoaHbIX MaTepuanoB noctabisitorcss u3 EBpombl, CIIA wmm Kwuras,
onHako U B Poccum ecth pan npousBoauTenell GpuUiIaMeHTOB, UX NEpEYEHb
pacumMpsIeTCsl, Ha PhIHKE NOSIBIISIIOTCS HOBbIE KoMIaHuu [1].

Jnst monydeHHs KadeCTBEHHBIX M3JEIMM 3a Majoe BpeMs IIpU
MUHHUMAaJIbHBIX YJHEPI€TUYECKUX 3aTpaTax MOTPEOUTEN0 HEOOXOJMMO 3HATh
ONTHMAJIBHBIC IIApaMETPhl II€YaTH: TEMIIEpaTypy, CKOPOCTb M BBICOTY
cnod [2]. IlepeunciieHHbIE DapaMeTpbl 3aBUCIAT HE TOJIBKO OT BHAA
IoJINMepa, HO M OT Tuna 3D-mpuHTepa, Ha KOTOPOM HpPEANOJIaracTcs
re4aTaTb KOHEUHBIX U3CIINN.
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Temrieparypa TieyaTd SBISETCS  KPUTHYECKHUM  IMapaMETpPOM,
OTIPEICIISIONIUM XapaKTePUCTUKU KOHEYHOM neranu [2]. IIpowsBoaurenu
PEKOMEHAYIOT JJIsi MaTepuajia JOCTATOYHO IIUPOKHH TeMIlepaTypHBIM
JMaria3oH, a BBIOOp CPEIHEr0 3HAYECHHS U3 TPEJIOKEHHOrO0 HEe BCerja
MO3BOJIACT MOJYYUTh KaU€CTBEHHYIO I€YaTh.

CxopocTh miedatu Jyist OOJIBIIMHCTBA MAaTEPUATIOB YCTAHABIUBACTCS B
muanazone 30-60 mm/c, HE OTpakas pPEaJbHOTO BIUSHUS Ha Ka4yeCTBO
MOJIy4aeMoro Npoaykra [2].

BricoTa cnosi cBsizaHa ¢ AMAMETPOM COILIA U JIOJDKHA OBITh TPUMEPHO
Ha 20% MeHbllIe HEro, a IJs JOCTHKEHUs HaWIydllero pe3yibTaTa
cocTaBiIsTh okosio 50% [3].

[IpoBeneHre MMOTHOMACIITAOHBIX AKCICPUMEHTOB ISl HM3yYCHHS
BIIMSIHUSL OJJTHOBPEMEHHO TpeX MapaMeTpoOB MedaTH Ha KaueCTBO W3JETUs
3aHUMAeT MHOTO BPEMEHH U MPUBOJUT K OOJIBIIUM 3aTpaTaM MaTepuala.

Haubonee mpocThiM MOIXOAOM B MOUCKE ONTUMAJILHBIX MapaMeTpOB
SIBJISIETCSI OTBITHAS TI€YaTh TECTOBOM MOJEIH, «TeMIlepaTypHasi OalllHs» MpU
pa3IMYHBIX MapamMeTpax TeMIepaTypbl, CKOPOCTH U BBICOTHI CJ10s. BusyanbHas
OIICHKA TECTOBBIX MOJIEJIEH MO HECKOJIBKUM (haKTOpaM KOHCTPYKITH: MOCTBHI,
OTBEChI, TIayTUHA, (pUC. 1) TO3BOJSIET OMPENEIUTh YYaCTKH C HAMTYUIIHM
PE3YJBTATOM JIJIs1 UCTIOJIb30BAHUS B TIOCIICYFOIIIEM TaKHX JK€ HacTpoeK mpu 3D-
revaTy U3JIeJIni.
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Puc. 1- Onucanue paxkTopos 0qHOro 0,10ka KATHOPOBOYHOI OalIHK
(HMcmounux: gaaZolee uepes Thingiverse)

B kauwectBe wucciaegyemoro Marepuana npuMmensuini  PETG
(mommaTHiieHTEepedTamaT  TAMKOJIL) oOT kommnanuu  «HekpacoBckwii
nosmmepy» (P®), nuamerp Hutu — 1,75 mm. dunaMeHT mepe MevaTbio
noABepraiiv cyuike npu temneparype 60°C B Teuenue 3 yvacoB. Ileuats
o0pa3loB ocywmecTBIsUIM  Ha 3D-mipuHTepe C  3aKphITOM  KaMepou
Anycubic 4Max Pro.

Temneparypy coria BapbupoBasiv ot 220°C 1o 260°C ¢ unTepBajioMm
5°C, yuuThIBas BECh PEKOMEHIYEMbId JAHana3oH sl Marepuaiga oOT
paznuuHbIX npousBoauteneil. Ckopocts neyatu npuaumanu 10, 30, 40 u 50
mMm/c. Ilpu nuamerpe comna 0,4 MM BBICOTY CIIOSl yCTaHABJIMBAIH
0,1; 0,2; 0,3 mm. Temneparypa nogorpena crona — 70°C.
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Hacrtpoiika mapameTpoB meyaTd Ui KaXJAOro  dJIEMEHTa
ycTaHaBiuBajach B ciaiicepe Cura. 3D-Mozens UMIOPTUPOBAIM B claicep
U TPOBOJWIM HACTPOMKH TEMIEpaTyphl MPU HEU3MEHHBIX IapaMeTpax
CKOPOCTHU Y TOJIIIUHBI CIIOST IJIs1 KKJIOTO CerMeHTa «oanHm (puc. 2).

) cropecrn

N0 >

Puc. 2 - HacTpoiiku napameTpoB «TemmnepatypHoi 0amau» B Cure

HavanpHyto TemrnepaTypy HHYKHEro cermMeHTa BbIcTaBisiiM 260°C,
KOKIBIM  TOCIEQYIONIMI  CerMEHT IeyaTajcss TMpu  ONpeleJIeHHOU
TeMIiepaType, o cHKaroteucs. s aroro MoguduuupoBaiu MalliHHBINA
koJ (Gcode), creHepupOBaHHBIN ClIalicepOM.

[Ipoxoaum myTh: «Pacmupenus» (Extensions) — «IloctoOpaboTkar
(Post Processing) — «Monaudunuposars G-xkomg» (Modify G-Code) —
IpOINUCATh TEMIEPATYPbl XOTIHAA JJII KOHKPETHBIX CETMEHTOB MOJENH.
Bribpats «Jlo0aButh ckpunt» (Add a script), a 3atem «3meHuTh ipu Z»
(Change at Z), 4TO OTKpOET HACTPOUKH, TTO3BOJISIOIINE BHOCUTh U3MEHECHUS
B noBeaeHue 3D-mpuHTEpa B 3aBUCMMOCTH OT YKa3aHHOW BBICOTHI WJIU
HOMEpPA CJIOS.

N3mensiem HacTpoiky «IIpumennuts» (Apply to) Ha «BeiOpaHHbIH ci0M
+ cnexyrommii» (Target Layer + Subsequent) — remriepaTtypa Oy1eT MEHSTHCS
Ha YKA3aHHBIX CJIOSX U MOJAEPKUBATHCS 10 OKOHYaHMs 3D-nieuaTu.

Hanee Bximounthb «3mMeHuTh TeMiiepatypy skctpynepa Nely (Change
Extruder 1 Temp) u nponucarh TeMIeparypy MnepBoro CErMeHTa, a 3aTemM
NOBTOPUTH  ONEpPalUI0  JUIsl  OCTaJbHBIX  CEKUUH,  BBICTABIIAA
COOTBETCTBYIOIIME TEMIIEPATYPHbBIE 3HAUCHUSI.

Bpems mneyaTy B 3aBUCUMOCTH OT IapaMETpPOB COCTaBUJIM OT
1 1 45 muH ipu ckopoctu 50 mm/c u TonmuHe cinos 0,3 MM 1o 18 g 34 mun
npu ckopoctd 10 mm/c u Tonmmue cios 0,1 mm.

[Tewate mpu Temneparype 260°C npuBena K Mepexory Marepuana,
OpU 3TOM TMOBBbIIIEHHE CKOopocTH 10 50 MM/C HE JaeT BO3MOXKHOCTH
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HOJIyYUTh KaUECTBEHHYIO Nledath. [Ipu aecTpykiuu Matepuan yraoTHAETCS
U 3a0uBaet comuio 3D-npunrepa.

Bricokas Temmeparypa skctpynaepa (255 u 250°C) u Oosbiive
ckopoctu (40 u 50 Mmm/c) mprBeNU K BOBHUKHOBEHHIO HAIIJIBIBOB, HEUYETKUM
KOHTYpaMm U OOJIbIIOMY KOJUYECTBY HUTEH, T.H. «HayTUHBD (puc. 3 a, 0).
Cmumkom Hu3kag temmneparypa (230 u  225°C) compoBoxkmaeTcs
HEPAaBHOMEPHOW I10JJa4€i M HE3aBEPLICHHOCTBIO II€4aTH IEePEMbIUEK
(puc. 3, a, 0).

HE'EaBepU_IBHHDCTb
HEYATH IIepeMBITUeK

HamnmneIREL
HedeTKHe KOHTYPBI

HeBaBepH_IEHHOCTb
IMe"YaTH [epeMbIeK

OnTHMAalkHEBLE napaMeETPEI

HanneiBel,
HeueTKHe KOHTYPEI

a — ckopoctb 50 mm/c, Tosmuua ciaosi 0,3 mm; 6 — ckopocthb 40 Mmm/c,

ToammrHa cjaos 0,2 MM; ¢ — ckopocTb 30 Mm/c, TosmuHa cJiost 0,2 MM

Puc. 3 - «TemneparypHble 6allIHN», HaNleYaTAHHBIE MPH PA3JIHYHBIX
napaMeTrpax

[IpoGensl B yKJIaAKE CIOEB TOBOPAT O HEAOCTATOUHO A (HEKTUBHOM
noJjlaye pacrjiaBa: rojIoBKa MEePEeMEIIaeTCs CIUIIKOM OBICTPO, U XOTIH] HE
yCIieBaeT PaBHOMEPHO pacIiaBuTh mactuk. «llayTmHa» He OKa3bIBaeT
BIIMSTHUE HA TTPOYHOCTH U3JIEITHI, HO MOXKET CITY)KUTh MPU3HAKOM CITHIIIKOM
BBICOKOM TeMIepaTypbl IKCTPY3UHU U/UITH HEIOCTATOUYHOTO PETPAKTA.

CHIWKEHHE CKOPOCTH U TOJIIUHBI CJIOS TIO3BOJWIIO TOIYYUTh
3JIEMEHTHI 0€3 HAIUIBIBOB, ¢ 00JIee YeTKUMU KOHTYpaMU U Ipu 00j1ee HU3KUX
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temriepatypax (230°C) (puc. 3, 6). [Ipu cHIKEHHH CKOPOCTH Te€4YaTH [0
30 mm/c B mipenenax BCEro Auarna3oHa TeMIeparyp mpoOsieM ¢ mojauei u
CHaiKoM CJI0eB He Ha0I01a10C¢h (puc. 3, 8).

Cumxenne ckopoctu 10 10 mm/c u Tommuusl cios B 0,1 Mmm nano
YCIOBHO Kaue€CTBEHHYIO II€4aThb C TOYHBIMU IPONEYATKAMU HABECHBIX
AJIIEMEHTOB U MEPEMBIYEK B auara3one temmeparyp 245-235°C. Ilpu stom
HAO0JII0IAJIOCh HE3HAUMTENIbHOE 00pa30BaHUE MPOBHUCAIOLIMX CIIOEB, YTO
CBA3aHO C MaJol CKOpOCThiO TmeyaTu. OOpa3oBaHUE «IAYTUHBD MpU
HEU3MEHHOM pAaCCTOSHUM PETPAKTa MUHHUMAJIBHOE, OJIHAKO BpeMH,
3aTpayeHHOE Ha [e4YaTh, BO3POCIO B HECKOJIBKO pa3.

[Tocne KadecTBEHHOM OIIGHKM HAICUaTaHHBIX CIIOEB  MOA00pai
ONTHMAJIBHBIE MAPAMETPBL: TEMIIEPATYpPy I€YaTh MCCIEAYEMOro IUIACTUKa Ha
npuHtepe Anycubic 4Max Pro cuutaem 240°C, ckopocts — 30MM/C 1 TOMIIUHY
ciosi — 0,2 mm.

Temneparypnas KaJIMOpOBOYHAs IKasiza JE€MOHCTPUPYET
BO3MOXHOCTH 3D-mpuHTepa mHpW Medatd OJHUM (PUIAMEHTOM TIpH
Pa3IMYHBIX TEMIIEpATypax dKCTpyAepa.

Ha TecToBoif Moeu HATJISIIHO BUHO KA4€CTBO CBECOB, IIEPEMBIYEK,
TaK)Ke 10 U3JEINI0 MOXKHO CYyIUTh O criocoOHocTu 3D-npuHTepa rneyataTh
U30THYThIE TOBEPXHOCTH OIMPEICIICHHBIM TUIACTUKOM.

TectoBbie Moaenu juist 3D-npuHTEpa SKOHOMAT BpeMsl U CpPEACTBa
M10JIb30BATEIS.
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